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! (54> AIR BAG COVER INTEGRALLY MOLDED VEHICLE TRIMMING PART 

(57)Abstract: 

PROBLEM TO BE SOLVED: To improve outer 
appearance by forming a continuous projection at a 
marginal corresponding position of a non-designed 
surface side cover part of an air bag cover integrally 
molded vehicle trimming part, forming a groove type 
recessed part on a designed surface side cover part 
margin and forming one end of a resin interface of a 
resin connecting part so as to make contact with the 
groove type recessed part 

SOLUTION: A continuous projection 4 is formed at a 
position corresponding to a marginal part of an air bag 
cover 1 of a non-designed surface side (back side) of a 
vehicle trimming part, and a groove type recessed part 5 
continued in correspondence with a marginal part of an 
air bag cover 1 of a designed surface side (front side) is 
formed. Thereafter, a resin interface 7 on a resin 
connecting part of a resin to constitute the air bag cover 
part 1 and a resin to constitute the non-a.r bag cover 

part 2 is formed so that its base materi a. in the thickness 
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Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 
[Claim(s)] 

[Claim 1] They are really [ air-bag covering ] which comes to form air-bag covering made of a 
resin in one to some vehicles interior parts made of a resin forming vehicles interior parts. While 
having the salient of the letter of continuation in the position corresponding to the periphery of 
the air-bag covering section by the side of the non-design side of these parts It has the slot- 
like crevice which followed the periphery of the air-bag covering section by the side of the 
design side of these parts. And the resin interface in the resin joint of the resin which 
constitutes the air-bag covering section in vehicles interior parts, and the resin which 
constitutes the non-air-bag covering section They are really [ which is formed so that it may 
travel through both base materials, and is characterized by the bird clapper / air-bag covering ] 
to which the end touches the above-mentioned crevice forming vehicles interior parts. 
[Claim 2] Aii^bag covering one fabrication vehicles interior parts according to claim 1 with which 
epidermis material is really pasted together by the vehicles interioi^parts front face, and it 
comes to insert epidermis material into a crevice. 

[Claim 3] They are really [ given in the claim 2 which comes to prepare slitting in a part or all of 
epidermis material at the base of a crevice / air-bag covering ] forming vehicles interior parts. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention really [ air-bag covering ] which 
comes to form air-bag covering made of a resin in one to some vehicles interior parts made of a 
resin relates to forming vehicles interior parts. 
[0002] 

[Description of the Prior Art] It is known well that air bag equipment is attached as equipment 
for taking care of crew in emergency of vehicles. When vehicles get a rapid shock by a rapid 
slowdown or a rapid halt of vehicles etc., and an air bag bag body is filled with gas, an air bag bag 
body carries out sudden expansion of this air bag equipment, it advances to crew's front or the 
side, and protects crew from a rapid shock. 

[0003] Such air bag equipment is usually formed in the case of vehicles, for example, an 
automobile, at the background of vehicles interior parts, such as an instrument panel (instrument 
panel) and a door trim, as for air bag covering of the portion, it unites with fine sight top vehicles 
interior parts, and air bag equipment appears externally. However, although it is required to 
usually hold the configuration as some vehicles interior parts when it unites with some vehicles 
interior parts and such air bag covering is formed, when vehicles get a rapid shock, it is required 
that the air-bag bag body with which air bag covering opens in an instant from vehicles interior 
parts, and is contained by the vehicles interior-parts background should push away air-bag 
covering, and should develop smoothly. For this reason, when air bag covering is fabricated in 
one as a part of instrument panel, the method of sticking the seal member for preparing a 
breakthrough intermittently along the periphery (covering fracture section) of this covering, and 
hiding the breakthrough on a breakthrough portion is learned so that this covering section may 
be fractured from an instrument panel in emergency and can be easily opened about the portion 
used as air bag covering of an instrument panel at it (JP,4-185551,A) 

Moreover, when air-bag covering is formed in one as a part of door trim, making the periphery 
section of this covering into the thin-walled part for fracture is also known. (JP.4-283147.A) 
[0004] However, the breakthrough was prepared in the periphery section of air-bag covering 
vehicles interior parts and really fabricated by these methods, or it was necessary to carry out 
the thinning of the periphery section, and processing cost became high and there was a problem 
also from the design side of appearance. 
[0005] 

[Problem(s) to be Solved by the Invention] It resulted in this invention as a result of examination 
that it can manufacture easily similarly if this invention persons since it is such solve these 
problems, the intensity as some vehicles interior parts, such as an instrument panel, is usually 
held, it fractures easily by expansion of an air-bag bag body in an instant at the time of ** and a 
rapid shock and vehicles interior parts, such as the usual instrument panel moreover, are 
manufactured, and forming vehicles interior parts should really [ air-bag covering / with good 
appearance ] be developed. 
[0006] 

[Means for Solving the Problem] This inventions are really [ air-bag covering ] which comes to 
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form air-bag covering made of a resin in one to some vehicles interior parts made of a resin 
forming vehicles interior parts. While having the salient of the letter of continuation in the 
position corresponding to the periphery of the air-bag covering section by the side of the non- 
design side of these parts It has the slot-like crevice which followed the periphery of the air-bag 
covering section by the side of the design side of these parts. And the resin interface in the 
resin joint of the resin which constitutes the air-bag covering section in vehicles interior parts, 
and the resin which constitutes the non-air-bag covering section While the end touches the 
above-mentioned slot-like crevice, forming vehicles interior parts are really [ air-bag covering ] 
which is formed so that it may travel through a base material, and is characterized by the bird 
clapper offered. 
[0007] 

[Embodiments of the Invention] Really [ of this invention / air-bag covering], in vehicles interior 
parts, such as an instrument panel and a door trim, while this covering portion usually achieves 
the function as vehicles interior parts by forming aiHaag covering in the part in one, in case the 
air bag contained by this interior-parts background in response to the shock develops, as for 
forming vehicles interior parts, air-bag covering has the function in which it is fractured from the 
interior parts concerned. Automobile interior parts, such as an instrument panel which can 
attach an air bag as such vehicles interior parts, and a door trim, are typical, and these are 
usually formed from thermoplastics. Here, although the air-bag covering section in vehicles 
interior parts and the non-air-bag covering section may be formed from thermoplastics which is 
different in each, generally they are formed from the same resin. 

[0008] As such thermoplastics, are used by extrusion molding, injection molding, press forming, 
etc. For example, polyethylene, polypropylene, polystyrene, an acrylonitrile styrene butadiene 
copolymer, A polyvinyl chloride, a polyamide, a polycarbonate, a polyethylene terephthalate, A 
polybutylene terephthalate, a polyphenylene ether, a styrene acrylonitrile copolymer, General 
thermoplastics, such mixture, the polymer alloys using these, or these denaturation objects, such 
as acrylic resin, etc. are mentioned. Really [ although these are named generically in this 
invention and it is called thermoplastics / air-bag covering ] in this invention, although especially 
applied without a limit with such thermoplastics in forming vehicles interior parts, a polypropylene 
regin is preferably used from cost, a performance side, etc. Of course, the stabilizer which you 
may use it by independent [ it ], and inorganic fillers, such as talc, a glass fiber, and a calcium 
carbonate, may contain, and is usually used, and various kinds of compounding agents of a 
content and others may contain such thermoplastics. 

[0009] Moreover, really [ of this invention / air-bag covering ], in order that forming vehicles 
interior parts may raise the appearance as interior parts, epidermis material may be pasted 
together by the front face including the air-bag covering section. The sheet or film of other 
various thermoplastics or thermoplastic elastomer which is used for this purpose and which is 
textile fabrics, ****, a nonwoven fabric, etc. as epidermis material, for example is raised. 
Moreover, rubber foams, such as heat-curing resin foams, such as thermoplastics foams, such as 
a polyolefine system, a polyvinyl chloride system, and a polystyrene system, and polyurethane, or 
4-polybutadiene, and an ethylene propylene rubber, can also be used. Such epidermis material 
may use each independently and can also use it as the layered product which stuck the 
polyolefine system resin foam on the sheet which consists of a polyvinyl chloride or 
thermoplastic elastomer, for example, and a layered product which combined two or more kinds 
of epidermis material like the three-layer layered product which backed the thermoplastics sheet 
for the purpose of protection of this foam further. Of course, even if processing for concavo- 
convex patterns, such as a crimp, or decoration is suitably performed to the front face of such 
epidermis material, it does not interfere at all. 

[0010] Next, forming vehicles interior parts are really [ of this invention / air-bag covering ] 
explained concretely. Drawing 1 is the conceptual diagram which really [ air-bag covering ] air 
bag covering (1) was really fabricated by some vehicles interior parts (2), such as an instrument 
panel and a door trim, saw forming vehicles interior parts superficially. Here, air-bag covering is 
formed corresponding to the position of the air-bag equipment with which backgrounds, such as 
an instrument panel and a door trim, are equipped, and in case an air-bag bag body spreads, the 
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size is also suitably prepared so that there may be no excess and deficiency. Drawing 2 and 
drawing 3 are the cross-section schematic diagrams when cutting the periphery section (3) of air 
bag covering (1) formed in some vehicles interior parts (2) in drawing 1 to lengthwise (the 
thickness direction). It has the crevice (5) of the shape of a slot which has the salient (4) of the 
letter of continuation in the position corresponding to the periphery section of air-bag covering 
by the side of the non-design side (background) of vehicles interior parts, and continued 
corresponding to the periphery section of air-bag covering by the side of the design side (side 
- front) of vehicles interior parts. As for a salient (4) and a slot-like crevice (5), at this time, it is 
desirable to prepare so that the periphery of air-bag covering may be located at the center 
lengthwise [ each ]. Here, drawing 2 is an example when epidermis material is not pasted 
together by the front face of vehicles interior parts, drawing 3 is an example in which epidermis 
material (8) is pasted together by the front face of vehicles interior parts including the air-bag 
covering section, and epidermis material has structure inserted in in the slot-like crevice in this 
case. 

[0011] The resin which constitutes air-bag covering in vehicles interior parts, and the resin 
which constitutes the non-aiHaag covering section are joined so that a resin interface may 
really [ air-bag covering ] be formed in the salient (4) of forming vehicles interior parts, and its 
periphery, and it is formed so that the resin interface in the joint of both resins may touch the 
above-mentioned slot-like crevice (5), and compared with other product sections, the breaking 
strength in this resin interface section becomes low. Here, when both the resins of the shape of 
the shape of melting and haHHnelting touched directly, junction of both resins meant the 
junction which is the grade from which the interface of both resins is discriminated in the 
contact portion, both resins are mixed mutually, and melting unification was carried out or they 
join firmly with adhesives etc., the breaking strength in a joint becomes strong too much, and the 
purpose cannot be attained. 

[0012] Although especially the configuration of the above-mentioned slot-like crevice (5) is not 
limited, in many cases, it may be U typeface or a square, and may be V typeface depending on 
the case. In addition, even if it is a case so that a crevice may be U typeface or a square, the 
flute width of a crevice does not necessarily need to be the same at a crevice upper limit and a 
soffit, and the width of face of a crevice upper limit becomes a little larger than the width of face 
of a crevice soffit although especially the flute width of this slot-like crevice is not limited, 
either, since the amount of [ of a slot-like crevice ] opening becomes a design side side — the 
exterior remainder of a product — preferably, as a flute width in a slot-like crevice upper limit, 
usually, 5mm or less, when epidermis material is pasted together by the front face of the interior 
parts, it is the same [ it is 3mm or less preferably to make it large, and ] Although especially the 
lower limit of a flute width is not limited, but it is enough if it is the grade recognized to be a slot 
generally it is 0.3mm, and it is the same when epidermis material is inserted in in the crevice. 
Moreover, although the depth of flute is also arbitrary and there is especially no limit generally it 
is a 5 times as much range as the thickness of 1/2 of the thickness of a base material - a base 
material. 

[0013] Although the depth of the above-mentioned slot-like crevice (5) and a flute width are 
especially related and the size of a salient (4) is not limited, usually As the width of face, it is a 
range below (5 times of thickness of base-material portion) + (width of face of a slot-like 
crevice) preferably more than the sum total of + (double precision of the thickness of a base- 
material portion) (width of face of a slot-like crevice) more than the sum total of (the thickness 
of a base-material portion), and (the width of face of a slot-like crevice). Moreover, the length of 
a salient is the length from which the position in which the depth and the resin interface of a 
slot-like crevice are prepared is related, and the distance of the point of a salient and the base 
of a slot-like crevice generally serves as the range of the 1 /double-precision -4 time of the 
thickness of a base material. 

[0014] Next, the resin joint which has the interface which is the important feature of this 
invention is explained. Although injection supply of the melting resin is generally carried out from 
the resin supply gate in the state where cavity path clearance is very narrow even if it is in the 
state which closed the form block by predetermined cavity path clearance or is in an open state 
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when manufacturing a resin Plastic solid by injection molding or the injection-compression- 
molding method, depending on a product configuration, a melting resin is supplied between form 
blocks from two or more resin supply gates. Although the flow of the melting resin from each 
gate joins between the gates in a cavity when a melting resin is supplied between form blocks 
from two or more resin supply gates At this time, change the pressure differential in the cavity 
of both resins so that a resin interface may not be made to form in the contact section of both 
resins, or Resin temperature is raised so that the viscosity in the cavity of both resins may not 
- fall, both resins unite mutually in a resin unification portion, one resin enters into the resin of 
another side, and obscurity or a process condition which stops existing is chosen for the resin 
interface. 

[0015] It really [ of this invention / air-bag covering ] sets to forming vehicles interior parts. As 
shown in drawing 2 and drawing 3 t the resin which constitutes the aii^bag covering (1) section 
in vehicles interior parts, and the resin which constitutes the non-air-bag covering (2) section It 
is directly joined so that the resin interface (7) of both resins may be formed by the air-bag 
covering periphery. And although it has the intensity of the grade which it is in contact with the 
slot-like crevice (5) wall which the end of the resin interface described above, it is formed so 
that a resin interface may travel through a base material in the thickness direction, and the 
bonding strength of both the resins in a resin interface falls moderately by this, and holds the 
configuration at the time of anticipated use In case it is shocked and an air-bag bag body 
develops and expands, it becomes the breaking strength which is fractured from a resin interface 
by the pressure. It is important to be directly joined so that the resin interface which touches a 
slot-like crevice in the end in this way may travel through a base material in this invention. So 
that a resin interface may not be formed in the thickness portion of a base material like the 
usual resin Plastic solid which was described above When the resin interface of both resins is 
joined in obscurity or the state where it stops existing It becomes impossible for the intensity of 
the portion to become strong too much, for air-bag covering not to fracture, when shocked, but 
to develop the air-bag bag body built in, but to attain the purpose of this invention. 
[0016] Thus, by being formed so that a resin interface may touch a slot-like crevice (5) wall, the 
boundary portion of a resin interface will disappear from the design side side of vehicles interior 
parts, and the fine sight as interior parts will not be spoiled, and air-bag covering will be 
fractured along an appearance top slot-like crevice at the time of a shock. Since it becomes 
that it will fracture by slight external force at the time of the anticipated use as interior parts if 
the breaking strength in a resin interface has too low it here, and it will be hard to be fractured 
at the time of a shock if it is too strong, although the intensity of the request which maintained 
those balance is required, the area and the junction conditions of a resin interface can adjust 
this intensity. For example, although a plane-of-composition product will become large, breaking 
strength will become high in the conditions that base material thickness is the same, if the area 
of a resin interface becomes large, a plane-of-composition product will become small and 
breaking strength will become low if the area of a resin interface becomes small on the other 
hand What is necessary is just to make a resin interface form that what is necessary is just to 
lengthen the cross-section length of a resin interface in order to enlarge area of a resin 
interface, so that the cross-section length of a resin interface may become short, in order to 
make area of a resin interface small. Moreover, so that the resin which forms an air-bag covering 
portion, and the resin which forms a non-air-bag covering portion may join in the state of 
perfect melting mutually and may not unite as junction conditions For example, after forming an 
air-bag covering portion, and the supplied melting resin cooling it previously just before 
solidification or solidification and reducing a fluidity, the method of supplying the resin of the 
shape of melting a non-air-bag covering portion should be made to form in is adopted. 
[0017] Really [ air-bag covering] which has a resin interface in the resin joint of such the air- 
bag covering section and the non-air-bag covering section, although forming vehicles interior 
parts can be manufactured by methods, such as injection molding, injection compression molding, 
and stamping fabrication, they explain the example of manufacture by the injection- 
compression-molding method which is the typical method here, the metal mold used in the 
method of drawing 4 requiring — it is an example and consists of metal mold of the sex couple 
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(9 10) which has a cavity equivalent to the configuration of desired vehicles interior parts Here, 
the portion of a cavity (11) is a non-air-bag covering portion of vehicles interior parts, and the 
portion of a cavity (12) is an air-bag covering portion, a female — metal mold (10) — metal mold 

— the boundary section of the air-bag covering portion in these parts of a field, and a non-air- 
bag covering portion — that is, ****** (13) of the configuration corresponding to a desired slot- 
like crevice (5) prepares in the position corresponding to an air-bag covering periphery — having 

— the male of another side — in the position corresponding to the above-mentioned ****** of 
• metal mold (9) The slot (14) of the configuration corresponding to a desired salient (4) is 

prepared, and the movable member (15) which can slide in the golden die opening close direction 
is prepared in the pars basilaris ossis occipitalis of this slot (14). moreover, this male — metal 
mold (9) — metal mold — it passes along an inner resin path (16), and the resin gate (18) for 
supplying a melting resin to the resin gate (17) for supplying a melting resin to the air-bag 
covering portion in a cavity and a non-air-bag covering portion is prepared, and the resin supply 
from each gate can be boiled, respectively, and can be controlled Although the number of these 
resin gates is arbitrary, an air-bag covering portion and a non-air-bag covering portion are alike, 
respectively, and at least one is required. 

[0018] Although an expanded sectional view shows the example of the aforementioned movable 
member (15) to drawing 5 , here Although this movable member divides the resin which 
constitutes an air-bag covering portion, and the resin which constitutes a non-air-bag covering 
portion, it is prepared in order to make a resin interface form in the unification portion of both 
resins, and the configuration is arbitrarily set up according to the configuration of the resin 
interface which should be made to form The point or the side-attachment-wall section of a 
movable member touches ****** (13) at least at the time of resin supply of the beginning of 
either the air-bag covering section or a non-air-bag covering section cavity. It is required to 
intercept so that the melting resin supplied to one cavity section may not flow to other cavity 
side by this member. In drawing 5 , as the point of a movable member (15) fitted into the point of 
****** (13), it is in contact with it and the field (it sets to drawing and is on the right-hand side 
of a movable member) of the one direction of [ of them ] fits into ****** more deeply. This is 
effective, when a melting resin is supplied more nearly first than the air-bag covering section and 
it prevents that prevent that ****** breaks by ****** at the time of a melting resin flowing the 
cavity of the air-bag covering section, and being filled with this cavity, or the crevice between a 
movable member and ****** to a melting resin flows to other cavity side. Using a movable 
member as adjusted the position and its cross-section configuration of a resin interface 
according to the configuration or arrangement state of this movable member, for example, shown 
in drawing 5 , when a melting resin supplies more nearly first than the air-bag covering section, 
the interior parts which have a resin interface as shown in (a) of drawing 2 in the cross section 
of a base material can be obtained. In addition, what is necessary is for the periphery side by the 
side of a resin interface to consider as the structure of a movable member (1 5) of sliding, with 
the wall of a slot (14) at least, and to level the point, and just to make it touch the point of 
****** (13), in forming [ make / ** / it / you ] the resin interface of a cross section as shown 
in (c) of drawing 2 . Of course, it cannot be overemphasized that you may be constituted 
bordering on the point of ****** in this case so that a movable member may wrap ****** about 
the portion of an opposite side with a resin interface. 

[0019] such a sex — both — metal mold — an open state — carrying out — a movable member 
(15) — a female — sliding movement is made to carry out in the direction of metal mold (10), 
and it is made to stick to it with ****** (13) ( Drawing 6 ) 

next, the resin gate (17) established in the field (12) which forms air-bag covering — air-bag 
covering — forming — the melting-like resin of a complement — supplying — both — closing 
metal mold, pressurization compression is carried out and an air-bag covering portion is made to 
form ( Drawing 7 ) 

In the meantime, a movable member (15) needs making ****** (13) and an adhesion state hold 
until it makes an air-bag covering portion form by compression size enlargement from the start 
of resin supply. After an air-bag covering portion is formed, a movable member is moved and it 
contains in the original position. ( Drawing 8 ) 
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****** a t this time (13) and the portion of a slot (14) come to be shown in drawing 10 
corresponding to drawing 5 , and a resin end face (19) is formed in the periphery of air-bag 
covering which touches the periphery side of a movable member, the melting resin of the resin 
gate (18) established in the field (11) which forms non-air-bag covering in this state to the 
remainder — injection supply — carrying out — the cavity of a non-air-bag covering section 
field — a melting resin — being full ( drawing 9 ) — In the portions of ****** (13) and a slot 
(14), the flow nose of cam of the supplied melting resin contacts the resin end face (19) formed 
previously, as shown in drawing 1 1 , this resin end face turns into a resin interface (19), and both 
resins join it. then, metal mold — forming vehicles interior parts are really [ air-bag covering ] 
obtained by cooling an inner resin, opening metal mold and taking out a Plastic solid 
[0020] Although the above-mentioned example described the example which fabricates an air- 
bag covering portion previously, forming sequence is changed, and after fabricating a non-air-bag 
covering portion previously, you may supply and fabricate a melting resin into an air-bag covering 
portion, moreover — both — metal mold — after arranging epidermis material beforehand in 
between, by performing the same fabrication as the above, epidermis material is inserted into a 
slot-like crevice (5), and the interior parts which pasted epidermis material together on the front 
face can be manufactured 

[0021] The resin interface in the resin joint of the resin which constitutes the air-bag covering 
section in vehicles interior parts, and the resin which constitutes the non-aiHaag covering 
section in this way Although forming vehicles interior parts are really [ air-bag covering ] which 
was formed so that it might travel through a base material manufactured while the end touches 
the above-mentioned slot-like crevice As stated previously, the area and the junction conditions 
of a resin interface can adjust the breaking strength of air-bag covering at the time of aiHaag 
bag body expansion, and the area of a resin interface should just adjust the configuration of a 
movable member (15), the size of a salient (4), etc. moreover, when junction conditions adjust 
breaking strength In the above-mentioned method, when an air-bag covering portion is 
fabricated previously, by delaying supply of the melting resin to the non-air-bag covering portion 
fabricated next Cooling of the air-bag covering portion fabricated previously progresses, the 
bonding strength of the resin joint formed by the resin supplied after that falls, and it becomes 
that it is easy to be fractured by the resin interface. By on the other hand, supplying the melting 
resin to the non-air-bag covering portion fabricated next, before cooling of the air-bag covering 
portion fabricated previously fully progresses Since both resins of each other are joined in the 
state of an elevated temperature, a bonding strength becomes high and it becomes that it is 
hard to be fractured by the resin interface, breaking strength can be adjusted by adjusting the 
supply timing of both resins in time, or adjusting the cooling rate of the portion formed first 
[0022] Since the desired purpose cannot really [ this / air-bag covering] be attained in forming 
vehicles interior parts when epidermis material is not fractured simultaneously, even if a base- 
material portion is fractured, when epidermis material is pasted together by the front face, Cut 
deeply about a part or all of a portion that is in contact with the pars basilaris ossis occipitalis of 
the slot-like crevice of the epidermis material (8) inserted into the slot-like crevice (5), and (20) 
is prepared. It is desirable to also fracture epidermis material simultaneously along with this 
slitting at the same time air-bag covering fractures by the resin interface which touches a slot- 
like crevice. 
[0023] 

[Effect of the Invention] Really [ of this invention / air-bag covering ] forming vehicles interior 
parts Without having an intermittent breakthrough for fracture by post processing which poses a 
thin-walled part for fracture of the air-bag covering circumference, and an exterior problem Air- 
bag covering can be made to fracture smoothly at the time of expansion of an air-bag bag body. 
And if the usual vehicles interior parts are manufactured, the hatchet product processing cost 
which can be manufactured will be similarly reduced at one process. It has arbitrarily the 
outstanding effect that it can adjust, without having any influence on the design side of a 
product only by changing the conditions at the time of the breaking strength of air-bag covering 
furthermore needed also forming a resin joint 
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prIciIely CUment ^ ^ tranS ' ated * S ° the translation ™* "<* "Bectthe original 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawin g 11 It is the conceptual diagram which really [ of this invention / air-bag covering 1 saw 
forming vehicles interior parts superficially. covering j saw 

[Drawing 1 21 lt is a cross-section schematic diagram when really [ of this invention / air-ba«r 
SX 3 &*" air " tag C0V6ring SeCti0 " ° f f0rmi " g ^ the 

[Dr ! W ^ 31 11 If 3 cross - section schematic diagram when really [ air-bag covering] which 
pas ed the ep.dermis material of this invention together cutting the air-bag coTrfng p 2, e ry 
section of forming vehicles interior parts in the thickness direction P ^ 

LDrawmg i] the metal mold for really [ of this invention / air-bag covering ] manufacturing 
eZrnr 0163 ^ ^ ~ * » «» "> SSn ^hf exa^fe of 

St^indS 1 :" 6 Cr ° SS S6Cti0n Sh ° Wing *• 6XamPle ° f ^ m ° Vab,e memb6r ° f the 

fn^f ? ^ ° Ut ' ine Cr ° SS S6Cti0n rea " y [ 0f this invention / «ir-bag covering] showing 
the manufacturing process of forming vehicles interior parts g 

S J 18 ° Utline C ;° SS SeCti °" rea " y [ 0f this invention / air-bag covering] showing 
the manufacturing process of forming vehicles interior parts g 

LPj3wing|] It is the outline cross section really [ of this invention / air-bag covering] showine 
the manufacturing process of forming vehicles interior parts 8 

°I awin *; >1 ? is the outline cros * section really [ of this invention / air-bag covering ] showing 
the manufacturing process of forming vehicles interior parts g 

fe^M^the outline cross section showing the state of the salient circumference in the 
^m^the outline cross section showing the state of the salient circumference in the 

[Description of Notations] 
1 : Air-bag covering 2: Vehicles interior parts 
3: Air-bag covering periphery section 4: Salient 
5: Slot-like crevice 

7: Resin interface 8: Epidermis material 

9: a male — metal mold 10: — a female — metal mold 

11: Non-air-bag covering section cavity 

12: Air-bag covering section cavity 

13: ****** corresponding to a slot-like crevice 14: Slot corresponding to a salient 

1 5: Movable member 1 6: Resin path 

17: The resin gate for the air-bag covering sections 

1 8: The resin gate for the non-air-bag covering sections 

19: Resin end face 20: Epidermis material slitting 
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DRAWINGS 
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[Drawing 2] 
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[Drawing 6] 





[Drawing 71 
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[Drawing 4] 

11 12 
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[Drawing 5] 




.Drawing 9] 
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